
"i#EffVt£ COPY • 

PATENT SPECIFICATION 

668.983 

Date of Application and filing Complete Specification: Abril 4 \9S0 
No. 8462/50. * 
Application made in United States of America on July 9, 1949. 
Complete Specification Published: March 26, 1952. 



Index at acceptance : — CSlass 56, B3c2b. 



COMPLETE SPECIFICATION 



Improvements in or relating to Glassware-forming Machines 



10 



15 



20 



25 



30 



35 



We, Hartford-Empire Company, 
a corporation oijganized under the laws of 
ttie State of Delaware, one of the United 
States of America, of 333, Homestead Avenne, 
City of Hartford, State of Connecticut, United 
States of America, do hereby declare the 
mvention, for which we pray that a patent 
may be granted to us. and the method by 
which It IS to be performed to be particu- 
lariy described in and by the following 
statement: — . ^ 

The present invention relates to the 
maaufacture of glassware, axid has particular 
relation to the production of glassware by 
forming machinery of the kind in which 
blanks or parisons are formed in blank molds 
transferred to finishing molds and are there 
blown into final shape. 

HoDow glassware may be made by on^ or 
the other of the following two known methods 
VIZ :~ 

• {^) feeding charges of molten glass 
into a blank or parison mold provided with 
a neck ring, pressing the charge into the 
general form of a hollow blank by means of 
a plunger reciprocable into and out of said 
mold trajisferring the blank thus formed 
(usually by means of a transfer device 
engaging the neck ring) to and enclosing it 
withm a blow or finish mold, wherein it is 
blown to final shape. In a modem machine 
for carrying out this method the blank mold 
is m mverted, i.e. neck down, position and 
tne termed blank is reverted by the transfer 
device so that it is located in the blow mold 



by a fxansfer 4evice to a blow or finish mold 
wh^em It is blown to the final form. This 
metibod is known as a "btow-and-blow" 
rnetnod. 

Both of these methods have been adapted 
for use eiljer with "single gob" feeder or 
plural gob" feeders. 

Heretofore (with the single exception 
hereinafter referred to) separate machines 
nave had to be used for making hollow rfass- 
ware by these two methods and a manu- 
facturer desiring to change from blown ware 
to pressed and blown ware at a given ring 
hole is obliged to remove one machine aiid 
substitute another. The sole exception 
referred to is the Hartford-Empire Company's 
well-Imown I. S. Machine (see British Patent 
Specification No. 257,637) which was 
originally a single gob "blow-and-blow" 
machine, though more recently it has been 
made possible to make certain structural 
changes therein and additions thereto through 
which it may be converted into a "press- 
aod-blow" machine and/or to. a "double 
gob' machine without removal of the 
machine from the ring hole. Such changes and 
additions, however, are relatively extensive 
and require substantial periods of "down 
time" over and above that required to 
diange molds, and to reset the feeder and 
timer in changing from the manufacture of 
one article to another. 

The principal object of the present in- 
vention is to provide a machine which can 



50 



55 



60 



65 



70 



75 



80 



rnuiright,T^^^^^^^ be used sele^^^^^^^ to ^r^d^cr^W^^ 

is kno^ 'as a "r^rZl^H.^^^^^^ ^^^J. "press-and-blow" or the ^blow- 
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/o?°^ ^ ^ "press-and-blow" method 
(2) By feeding charges of molten glass as 
before mto a blank mold, forming a rdativelv 
short indentation into the charge of glass 
enclosed in the neck ring mold by a recip- 
rocable neck pin to initiate the fomation of 
the neck portion and coxmter blowing the 
charge to the genial fonn of a hollow blank 
by air pressure. In this method also the 



and-blow ' operations without the necessity 
for extensive changes such as are required 
to convert the Hartford-Empire I. S 
Machine from a "blow-and-blow" operation 
to a press-and-blow" operation; in either 
operation the article being made either two 
at a time (double gobbing) or singly. 

With this and other related objects in view 
the invention comprises a glassware forming 
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formed blank or paiison mav be in it^r.^f invention comprises a glassware forming 
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(blank or parison) mold provided with a 
nect iyig and a carrier iormuig a pennanenf 

P?rt of the machine on which ^carri^J^S 
^ ^ ^, pressing plunger may be iS 
5 diangeably mounted, s^aid c^er hSs 
reciprocable selectively to advance or retract 
a nedc pm into and out of the neck xinl S a 
pres^g plunger into and out of the bla^ 

r-lJ?H°^^^^^*^** said invention ma7be" 
^ly imderstood and readily earned into 
effect the same wiU now be described more 
fidly with reference to the accompan^e 
drawings in which :—. "inpanymg 
15 Figure 1 is a plan view showing a glassware 
fo^g madiine which constilitSTSS 
°' invention^ 
l-zgure 2 is a cross-sectional view tafcAn 
on line 2-2 of Figure 1 ; ° 

^ r,!^^ ? ^ * crossrsectional view of the 
Pr^sing-plunger mechajnism ^ ^ or 

Figure 4 is a partial cross-sectional view 
Rowing details of the adjustable mec^S 
for regulating the stroke of the pr^^ 
25 plungers and neck pinsj Passing 

f ^ T?-- <=ross-sectional view taken 
on hne 5-5 of Figure 3 ; 

Figure 6 is a cross-sectional view taken • 

• on Lne 6-6 of Figure 3 ; 

■ ^JJ^f j^-^ cross4ectiQnal view of a 
device for gi\ing visual indications of fhA 

vZ'^t^^ a cross-sectionai view similar to 
35 f igure 3 showing neck pins substituted 

^ Pl^prs of the latter view a«d 

™th?^^^ ^'^^Pt^'i for blowing 

rather than pressmg of preforms^, ^ 

• The glass working apparatus of tiie present 
40 mvention is Ulustrated in the acconqS w 

^wmgs and comprises a single shaS 
machme or mdividual section A? (Figure l! 
indudmg a suitable base and fcanie stiSri^ 
havmg a pair of blank or -parison rS 

sKb ^^^" itisonSoZS 
stabon B and a pair of blow molds operablf 

• bW^l^"?*^ 9- blank and. 
f^j„f°^^ t!^ .provided, with associated 

«:n ^^'^ba™ and is capable of in- 

S^*^*^^ performing a complete glSs 
fabrication operation at its station 

^J^^- '^T^ ^°^) provided 
^^ddwemgfotmed mold charges or gobs of 
predetennmed size anri char,.. . 



predet«nnn^-^-;nT;^7e"|^eS^^^^^ 
nk molds of Section A, 



55 one or both blank ^„„a= „^ occaon A. 

sMtion A also includes a device D for 
tauirfeimig the pref oims br paxisons from 
ttie blarfc mold station B to the blow mold 

60 f^^'if suitable timer control mechan- 

60 ism Ottot shown) wiU be provided for regr^S- 
mg tiie opaung and closing of the moiled 
for individually regulating application of 
op^tmg fluid pressure to tte fo^g 

65 SS.^^ ^sociated with each mold and 
.65 codmg air dtschaiged at stations B and C 



neck, blank and blow molds. " 
Provision is made for discontinuing th^ 

t^'S' °* mecha^^SLi^! 
^1^^^^ °^ blank and blow molds 
maiout discontinuing the operation oTt£ 70 
me^amsms associated witli the othe? pS^ . 
of molds whereby the Section A mav^b^ 

douw7S;,*'^°P*"i ^^^^ ^ well 2 
double gob operation without interchansine 
Its components. The section furth^TnSl 75 
^n^ent actuating mechamsm forlS."^^ 
changeable formmg members .vith which tte • 
blank molds may be selectively adapted for 
blow-and-blow" and "pr4-Sk)w" 
operation of the section. •t"'^ ^low 

These several mechanisms; constructions 
and components are described h^^fe 
m greater detail. "cremarter 

General Consteuctiok of Section A 
While only the sin^e section A^Loh- 

trated m the drawings, it will be understood 
ti^t, m actual practice, it is contemplatS 

aat a i^ty of the individual sections A 
win ojnsfatiife a forming machine. <,„ 
Referrmg to the drawings, the formin? 

°^ P^""" "^"^^ 1 2 which^^ 
a^r?]i^t^^^*^^ ^-^^^^ positions 
at the b^-formmg station B (Fi|nre 1) • 05 
a pair of blow molds 3 and 4 wSch aie 
permanently disposed in neck-up posk^ 
at the finish blowing station C ; ^d a W 
of neck rmg molds 5 and 6 (Figure 2) wS 
^i'^W "tT?' swung abUra hoL'SS 100. " 
te%>,l ^7,*^1 blank-forming station B 
to the finish bk)wmg station C and to 
transfer blanks or parisons from tiie blaiik- 
slTT 2 '° blow mSds 

fh^t 7"^"^' invertiS 105 

the blaiiks or parisons from ti^eir SS- • 
neck-down positions at the station ^ to 
neck-up positions at station C. 

In connection with, the alternative dee. 
mption of the preform molds T S^-z^ no 
blank" or "parison" molds, it should bf - 
«^plamed tiiat the former term is i^SiS 
/^^.t*^ preforms made in the "wS- 
and-blow process, and thelatter to desSnate 
the prefonn made in the "blow-andSw" Tis 
process Hereinafter, when both of the Ss 
^ employed in the same sentence or 

distinctionTe- 
recpgmzed. However, when tiie term 

blank" stands alone and apart froml^ ion 
mention of "paiison". it iT intSi^^ 
regardless of wheth^ 
^W^-^^w*^^^p;S^-^-^" - the 

stiuctiirea,nsistingofaiigidbasesSictat 
gaaa^y. designated fi. which is pr^^ 

support for the various operating parts, a^ 130 
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on which is mounted the drive and forming 
mechanism and associated parts of the molds. 
Although stationary in the embodiment, 
illustrated, the base may be mounted on a 
5 rotatable turret or table if desired. 

Blank and Blow Mold Construction 
The blank molds 1 and 2 each comprises 
two halves or sections la, lb and 2a, 2b 
(Figure 1), the sections of each mold meeting 
10 on a common irregular parting plane, suitable 
interlocking joints being pro\'ided to assxire 
bringing the mold sections into correct 
registry when closed. The blow molds 3 and 
4, similarly, each comprises sections Sa, 3b 
15 and 4a, 4b whicli meet on the common 
parting plane of the blank molds. 

Securing Molds in Holders 
As shown in Figures 1 and 2, the blank 
mold halves or sections la and 2a in their 
20 inverted positions are detachably secured 
to a mold hold^ 9a and the mold sections lb 
and 2b similarly are secured to a mold 
holder 9b, 

V.v,y Likewise, each of the blow mold halves 3a, 

25 3b, 4a and 4b are secured upright in similar 
holders lOa and 105. A simple engagement 
of the parts is employed so that it is only 
necessary to lift each mold section vertically 
upward from its holder to remove the section 
30 Each holder 9a, 9b, lOa and 106 also may 
be provided with recesses 14 (Figure 2) 
which are adapted to receive conforming 
. projections on the mold sections and prevent 
the sections from being accidentally rotated 
35 relative to, or otherwise dislodged from 
their mold holders. ' 
Pressing Plunger, Operating and 
Interchangeable Neck Pin Counter- 
blowing Mechanism 
40 As shown in Figure 3 the glass charges 
are form ed in the molds 1 and 2 into preforms 
or blanks 56 and 56a by two pressing 
plungers .57 and 57a, improved mechanism 
being provided for operating them as the 
45 first part of a "press-and-blow" forming cj^de. 
- The present invention also provides for 

'^^qi) the same operating mechanism being 
employed to operate a pair of neck pins 58, 
5Ba for forming the internal neck finish and 
50 to comiterblow glass charges into a pair of 
paxisons 59, 59a (Figure 8), as the first part 
of a bkfw-and-blow" forming cycle. 

Referriiig mcare particularly to Figure 3, 
the operating mechanism includes a vertically 
55 disposed generally cylindrical . housing 60 
mounted below and generally in aHgnment 
with the pair of blank molds 1 and 2 
Smtable provision is made for effecting 
vertical adjustment of the housing 60 as, 
60 for example, by providing its lower end with 
an adjusting head plate 61 having an in- 
clined lower surface 62 which is adapted to 
be moved vertically by a horizontally 
movable wedge 63. Advancement and re- 
€5 traction of the wedge 63 to raise or lower the 
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housing 60 a regulable amount is effected by 
a bolt and nut adjustment assembly 64. 

I'lr^^'l^^^ ^? ""^^ superstructure shown 
ajt GOa, 60b and 6Qc. 

The interior of the housing 60 is provided 70 
with a vertically disposed cylindrical bore 
bo m which is located a piston 66 having 
superstnicture.66fl, 66b and 66c to the upper 
end of which a pair of thimble memberf 67, 
68 are removably secured, as by means of 75 
spht imgs 69. The thimbles 67 and 68 
respectively, are axiaUy aligned with the 
blank molds 1 and 2 and may be moved into 
engagement with the neck ring molds 5 and 
6 by aar or other fluid medium which is 80 
supphcd under pressure through a line 70 
into the bottom of the cylinder 65 to raise 
the piston 66 to the position shown in 
Figure 3. WhUe fluid pressure or other means 
such as spnngs may be employed, in the 85 
present embodiment, when the pressure in 
hne 70 IS reheved, gravity returns the piston 
p6 to the bottom of cylinder 65 thus retract- 
mg the thimbles. An annular shoulder 
por^on eed of the piston chokes the exhaust 90 
of fluid from the bottom of the cylinder 
through portion 70flr of line 70 and cushions 
the end of the piston's downstroke. A check 
valve 71 permits prompt flow of the pressure 
medium from line 70 to the cylinder so that 95 
the choked passage 70a does not delay the 
promp upward stroke of the piston 66 from 
its retracted position. 

As shown in Figure 3, the plungers 57 and 
57aaredetachably secured, as by threads 72 ino 
to the upper ends of a pair of sleeves 73 and 
74 that are themselves secured on the 
*^''f^42^'^^Bm?f..ends. 7%, and 76^ of a pair 
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and 7b operably mounted in cylindrical bore 
portions 79 and 80 of the piston 66. As thus 
inounted, the plungers 57 and 57a are axiaUy 
ahgned witii and guided by their respective 
thimbles 67 and 68 as they are raised and 110 
lowered by the pistons 77 and 78. 

In the illustrated embodiment, the pistons 
77 and 78 and the plungers 57 and .57a which 
they respectively operate axe independentiy 
raised and lowered by air pressure. More 115 
particularly, the air pressure for retracting 
the piston 77 is supplied by a pipe-line 81 
and introduced into the upper end of the 
c/linder 79 through a passage 81a in the 
bottom plate 61 and a passage 82 in the 120 
piston 66, the passages 8la and 82 being 
connected through a supply pipe 83 and a 
packing gland 84 which permit movement- 
of the piston 66, witiiout interrupting the 
an: supply. Similar components are provided 125 
for reta^ctmg the piston 78 induding pipe- 
hne 85, passage 86, pipe 87, gland 88 itd 
passage 89. 

Air pressure is introduced from a line 90 
(Figure 6) upwardly through pipe 91 130 
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pigjire 3) into the bottom of cylinder 80 
to raise the piston 78 aind move the pltmger 
57a upwardly within the outer thimble 67 
to Its pressing position. Similarly, air is 
S mtroduced from a line 92 (Figure 6) up- 
w^dly trough pipe 93 (Figure 3) into the 
2^der 79 to raise the piston 77 and move 
the plunger 57 to its upper or pressing 
position withm the thimble 68. 
iJ^^^ particularly to the thimble 
67, It IS conically tapered as at 67« so as to 
be self-centnng with a conforming conical 
94 m an inset 95 carried by the neck 
« 5 The inset 95 and the two halves 

15 of the neck ring mold 5, one of which is 

"^^J "^.^^^ ^' ^^^^ 2 and 3, are pro- 
vided with sufiaciently deep flanges and co- 
operatmg recesses so that the inset 95 is 
loosely supported when the neck ring halves 

20 are open and firmly secured and centered 
when llie neck ring mold is closed. The 
self-centrmg of the thimble relative to the 
closed neck ring mold 5 senses to center the 
pressmg plunger 57a relative to the neck 

25 nng mold 5 and the blank mold 1 the latter 
being centered relative to flie neck line bv a 
comc^ projection 96 ertending upi^ardly 
from the neck ring mold into a conforming 

on ^ hottam of the blank mold 1. ' 

30 The hfflBtofore described components as- 
axaated with the plunger 57« at the right of 
-FjgTire 3 are dupUcated by like components 

PWer 57 located at 
the left of Figure 3. . 

35 _ It win be seen that by suitably timing the 
°i ^ ^^^^ pipe-lines 70, 
90and92 any desu^dsunultaneous or relative 
thepressingplungers 57 and 57a 
a^4.fee^imbles,67_^d 6 8 i4v-be-had. 
40 wffl also T^^ppSSit that when a blank of 
ditterent shape or size is desired it is merelv 
necessary to change the blank mold 1 the 
neck mold 5 and the pressing plunger 57a 
and liese changes may be efEected without 

45 ajay change m the mechanism for operating 
those members. ^ 

M^ns are provided for conducting cooline 
^J^T^ a pipe-line 97 to the interior of thi 
m ^ -T^ X P^™g«r 57a (Figure 3), including 
fif-^f f formed in a protruding portion 9al 
of the housing 60, a shding connection 99 
formed by gland 100 and pipe 101, toeether 
with duct 102 and distributor 103. I S 
be seen that the sliding connection 100 
^"^u^^ air may be supphed 

from the hne 97. into the interior 6f the 
plim^er 57« at both its raised and lowered 
poatoons and while moving therebetween, 
the coohng an: is exhausted from the 
€0- plunger 57a tttough port 104 which com- 
municates with an annular chamber 105 
at tiie base of the plunger and from %vhich 
coohng air is exhausted downwardly through 
F^agCTrays 106 and 107 and out throulh 
6o exhaust pipe 111 (Figure 5), a sHding oci- 



668.983 



Sunil^ components are provided for 70 
mdependentlysupplyingcoolingdrtoSleft! 
hmid plunger 57 (Figure 3), including supSy 
pipe 112 and exhaust pipe 113 (Figure 5^ ^ 
ihe present invention contemplates the 
ready mterchangeability of the^ pSsSl 75 

^ 58 and^58a (Figure 8) and the ready 
conversion of the machine from a "preS- 
aad-^w" to a "blow-and-blow" cycl^^t 
win be mdeistood that in the "blow- m 
-P^^"^ 59 and 59a L ^ 
^t,^^?"^^ operation rather than 
the pressed blanks 56 and 56a fohned by th^ 

heretofore described in connection^^ gS 

S^Sers'^T^nrSVr''^^ *° "^"^ "^ 
Refemng more particularly to Figure 8 
the neck pms 58 and 58a each com^^ a 90 

kwerportion 115 and an upper porti^fie 
the lower portions 115 beii^^c^ 
screws 15 to tiie upper^d of the Ssto^ 
rods 75 and 76 and the upper portio^ S 
being secured to the lower portions 115 bv 9S 
spht nngs 117. Bushings 118 mgure 8) 
replace the thimbles 67 knd 68 of the 
^unger assembly (Figure 3) and support at 
then- upptt ends shorter thimbles 119 whidt 
are secm^ thereto by rings 120. The upS 100 
ends of the tiiimbles a^- engageableX 
neck rmg molds 5' and 6' which ilplac; thI 
neck nng molds 5 and 6 of the "pLs anS 

deseed in 
with Figure 3. Similarly, parison in<; 

f S J^'f "Sf bl^^SS ' 

1 and 2 of the "press-and-blow" assembly 

4.1.?*^ ^ seen that the engagement of the 
S'^to"^ ^ closed^Sds 121 ^1 . 
122 act to centire the neck pins 58 and S8a 110 
and assure uniform finish Sickness for 
narrow neck parisons. 

.The parisons 59 and 59a are counterblown 
mttan.the molds 121 and 122 by air p^^ 
which IS mteoduced through the supply pipes us 
^r.^^-}^' P^ageways m SXg 

provided through the neck pins 58 and 582 
whidi communicate at tiieir lower ends with 
the ducts 102 m the piston rods 75 and 76 

99 1^ Iff t^^^ding comiections 120 
99 (F^nre 2) m the supply lines to the neck 
pms 58 and 58a maintain communication 
between the counterblowing air lines 97 and 
112 of the pansons 59 aad 59a and their 
respective counterblowing oiitlets 124 in 12^; 
every position to which the neck pins 58 
and 58« may be raised or retracted 6y their 
respective pistons 77 and 78. 

_ The fllustrated embodiments of the present 
invention, m addition to providbg actuating 130 
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mechanism lor producing preforms or blanks 
selectively by pressing or blowing, also 
provides for single or double gob operation 
\vithout replacement of the forming mechan- 
ism. More particularly, the mechanism for 
selectively actuating the pliingers 57a or 
the neck pin 5Sa may be rendered inoperative 
while pennitting the normal operation of 
the left-hand or outer plunger 57 (Figure 3) 
or neck pin 58 (Figure 8) for single gobbing in 
the blank mold 2 and parison mold 122. 
When the forming machine is being single- 
gob operated, it is contemplated that the 
opening m the housing 60 above the piston 
rod 76 wHl be capped by a plate (not shown) 
to prevent dirt or other foreign matter 
entering the housing. 

Stroke Adjustment of Pressing 
Plungers 

An adjustable stop member 127 is pro- 
vided having a pair of rubber bumpers 128 
and 129 (Figure 3) for limiting the down 
positions to which plungers 57 and 57a are 
drawn by their respective actuating piston 
rods 75 and 76. A "press-and-blow** opera- 
tion involves proper adjustment of the 
bumpers 128 and 129 so that the plungers 
57 and S7a when retracted are properly 
positioned to receive the glass charges in 
the up-position of the thimbles and to 
penmt the blanks 56 and 56a to clear the 
plunger tips when the blanks are transferred 
to the blow mold station C. 

The stop 127 (Figure 4) is non-rotatably 
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,J^,.,,OReratively mounted on ^l^^i! 



'^^..^.^J^ t^at rotation of the sliSt'sefve's 
to raise or lower the f^g^pSf whereby the 
bumpers 128 and 129"wii-eii|age shoulders 
131 and 132 of the respective rods 75 and 76 
in their downward travel and limit the stroke 
of the rods in accordance with the adjust- 
ment of the stop 127. The shaft 130 is ro- 
tatably supported at its ends within the 
piston 66 and h^iWd. to it adjacent the 
^PP^^ a ^Pfti^^for effecting its 
rotation by means oi[ ciKain 134 and sprocket 
135 whidi is keyed to a second shaft 136 
rotatably mounted in the piston 66. Splined 
m the upper end of shaft 136 for rotation 
therewith, is a similar co-axially aligned 
shaft 137 which has pinned to its upper end 
a worm gear 138 operably-engaged by a 
wonn 139.. It will be apparent that rotation 
of shaft 140. to which the worm 139 is 
secured, serves to raise or lower the adjust- 
able stop 127 depending upon the direction 
the shaft 140 is turned. It also will be 
apparent that the splined engagement of 
shafts 136 and 137 provides for the adjust- 
inent regardless of the position at which the 
p;ston 66 has been located relative to the 
stationary frame member in which shaft 1 40 is 
rotatably mounted. The rotating adjustment 
of shaft 140 may be effectedin any convention- 
al manner as by means of a crank (not shown) . 



Means for Indicating PosmoKs of 

Pressing Plungers 
Figure 7 illustrates a pair of indicators 
108 and 109 for visually indicating to the 
machine operator the position of the pressing 70 
plungers 57 and 57a or neck pins 58 and 5Sa 
at all times. More particularly, the indicators 
lOS and 109 comprise a pair of tappet pins 
lOSa and 109a each of which is vertically 
and reciprocally mounted in its own bore 75 
through portion 60c of the stationary frame 
60 and spring pressed into engag^ancnt with 
its own tappet arm 1085 and 1096, respec- 
tively, which, as shown in Figure 5, project 
from and are integral parts of the piston 80 
rods 75 and 76. Thus when the concealed 
plungers 57 and 57« are moved in or out of 
the molds 1 and 2, their respective indicator 
pins 108a and 109<z move a like amount and 
the . positions of the pins relative to the 85 
portion 60c of the stationary housmg 60 
mdicate the positions of the plunges 
relative to the housing and to each other. 
Blank Forming Operation 
The operation at the blank-forming station 90 
A IS substantially the same whether the 
fonning operations are performed by the 
pressing plungers 57 and 57a as a part of a 
"press-and-blow" cycle or the neck pins 58. 
and 5Sfl as part of a "blow-and-blow" 95 
fonning cycle. 

In the case of the "press-and-blow" 
operation, the plungers 57 and S7a are retrac- 
ted to their lower position of travel and 
;>^thimbles 67 and 68 are raised and engaged 100 . 
by the neck ring molds 5 and 6, as shown 
in Figure 3. The blanlc molds 1 and 2 are 
closed in alignment with the neck ring 
molds 5 and 6 and a glass charge or gob 
delivered to each blank mold 1 and 2 by a 105 
suitable dehv^ means (not shown). Baffle 
heads 125 and 126 are therei^on moved to 
the positions illustrated in Figure 3 so as to 
dose the blank molds, and the plungers 57 
and 57a are independently raised by the 110 
introduction of air pressure into the lines 
92 and 90 to press the gobs into the blanks 
56 and 56a as shown in Figure 3. 

In the "blow-and-blow" cycle, after the 
. termination of a molding operating in the 115 
parison molds 121 and 122, the neck pins 
58 and 58a (Figure 8) are elevated by admit- 
ting fluid under pressure into the cylinders 
79 and 80 through the pipes 92 and 90 
(Figure 3). As soon as this is accomplished, 120 
the next mold charges may be delivered to 
the parison molds and compacted in the 
neck molds and on the neck pins by air 
pressure from the settie blowheads 1255 and 
1266. It will be understood that suitable 125 
actuating mechanism (not shown) may be 
provided for moving the settie blowheads 
1256 and 1266 into engagement with the. 
panson molds 121 and 122 in proper timed 
relation to the operation of the other com- 130 
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ponents of the forming machine. axe a t. * r 

After the compacting operation bafflp - prefonn mouHs and th*» ca,'.i 

58 and 58a axe retracted by iAtrudS &t,^^S^ ^"1^''^°°"* each pair of presS^ 
pressi^emthelines81-aiid85andSrti^ ^^fir rendered inoperative S 

«r through the pipes 90 and 92 tf d^^f of naS"^ °f 

blowing pr^e is suppKed through the 6 A<ri ^ ^^'"^^^^ordo'iblegobfee^iEr 

extent. The pajsion molds 121 and 122 now me^^3 + and air-supplying 

are opened wide by introduction of ^ m^if '^^^P*^ ™e of said 

pressure to the cylinder 23 throuXtht pi^ 2^"^^^'^ niaintainkig^Se^S 

25, and the two parisons 59 and 59^ ^7thr%^^^S ^i^-^Pplyixxg AS 

supportedsolely by fheneckring^<^ 55 of the other prefonn mold. ^^^^^S^e^ 85 

and 6'. are transfened to noQiHrtrrcTTlv *J glassware foimine marhina 

M^gs.tionCf^w4tt^c^g: co^ce^^any of£-^||P 

portions of the plunger and^ter^^^ 

the actuating mecLSrJS^^^^kp^S 
S«Se^? *^ompSi?fS- 
»f ^n^^^of ^hi^^F- 
pr^gplnnger^oraL^^^pg^TSloSl? 

^lecti^ely^r^^l^^^-^^l 3^ corL'' ^^Tf^^ i. acl 

blown ware having a pifeform Jh,^v f Claim 9. havine an^W,w 

parison) mold provided S a neS^ f f.^P. associated mth s^S^iston ^ 
carrier forming a permit pS STtiie ^^T^^ I^^on o? i£ neck p£ 

madnne on which carrier a neck pi^ or ! said stop being mSm^v lOS 

mS^^dv^-or^SctTS^H r ^ 

mto and out of the neck ring or a pr^^ ki^dV f fanning machine of the 

plune«:mtoand outof the^ankmS^^ S4 m^"*-*" ^"^^^ ^ ^ P^^^ent pS 110 
. 2 A gla^are forming machine in ac- S^i^f ^t?^"' ^^r f or an intS 
^rf^ce with aaim 1 wherein the str^^ s^^Stl J"^^. ^^'^^"^ ^^^X 
of tiie earner is variable so as to adant it ^ f^*^^ ^ ^r the purpose here 
the required strolr* i«„^v,~Jr-_ " «» mbefore described with refeSrS L 

accompanying drawings. *° us 



30 



35 



40 



45 



50 



thimbles 119. 

^o^T ™ above given anv 

detailed description of the constr^on S 
ope^tion of the transfer device asS,S 
not:^«- 5fi form part of the present invention 
Any suitable known devicl^^for th£^pZ^°e 
may be employed. Nor have we dSH 
the means for or operation of finish bSe 
m the btow or finish molds as thfe marbl 

^^t r S^iTTJ^ ^^-y 

A glassware forming machine for 
7 makine- blAwn ^y^^ ^ j 
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a'^ glassware forming mechanism in 
accordance with Claims 1 or 2. ha^stcS 
mechanism adjustable during 'tj^^^^ 
tite actuating mechanism fol ^Sg the 

4. A glassware formmg machine in accord 
ance with any of Claims^ 1^, wheSi^^S 
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